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CLAIMS 

iV A method of continuously coating a metal strip B 
wiCii a polymer composition P, said strip having an 
"extesmal" face Be to be coated and an opposite 
"interri^l" face Bi, characterized in that it includes the 
steps oj 

- feeing said strip B continuously over a heated 
support rollVr (1") with a non-def ormable metal surface, 

- applyina said polymer composition P to the 
external face Be\of the strip using application means 
including said support roller (1"), and 

- heating said\trip B before, during and after 
application through coi^act of its internal face Bi with 
said support roller (1") 

2. A method according to c\aim 1, characterized in that 
said metal strip B is pre-heatS^d before it is fed over 
said support roller (1") 



3, A method according to either claim 1 or claim 2, 
characterizedXin that said coated metal strip B is post- 
heated after itXis fed over said support roller (1") . 

4, A method accore^ng to any one of claims 1 to 3, 
characterized in that\said polymer composition P is 
applied by rolling saids^ composition between an applicator 
roller (2") with a deforinable surface and said strip B 
bearing on said support roller (1") . 

\ 

5, A method according to anyone of claims 1 to 4, 
characterized in that said pol^^er composition is applied 
in the solid state in the form oX a film. 



6. A method according to any one of claims 1 
characterized in that said polymer composition 
in the molten state. \ 



to 4, 

is applied 



7. \A method according to claim 6, characterized in that 
said polymer composition is applied in the molten state 
by dir^t extrusion onto said strip bearing on said 
support roller (1") . 

8. A method according to claim 6, characterized in that 
the applicatiW of said polymer composition in the molten 
state includes Vihe steps of: 

- applying^ layer of said composition P to an 
applicator roller\(2") which has a deformable surface, 
and 

- transferring ^said layer from said applicator 
roller (2") to said stSfip bearing on said support roller 
d") . 



9. A met^iod according to any one of claims 1 to 8, 
characterized^in that said polymer composition P is a 
thermosetting i^mposition and in that, after application, 
the polymer compo'K^tion of the coating of the strip B is 
cured. 

10. A method according to\any one of claims 1 to 8, 
characterized in that said po^Lymer composition P is a 
thermoplastics composition and\n that said coated strip 
B is cooled after application and^^fter the strip B has 
escaped from contact with said support roller (1") . 

11. A method according to claim 10, characterized in 
that cooling by quenching is carried out to obtain a 
polymer coating layer having an amorphous or partly 
crystalline structure . 



12. A method acceding to claim 10 or claim 11, wherein 
the surface of said \pplicator roller (2") is cooled 
directly. 

13. A method according to\iny one of claims 1 to 12, 



\ 
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characterized in that it 'further includes a step in which 
a polymer composition P" is\applied to the internal face 
Bi of the strip. 



14. A fee t hod according to claim 13, characterized in 
that, for the step in which a polymer composition is 
applied t^ the internal face Bi of the strip, said strip 
already coated on its external face Be is fed over a 
heated metaV support roller (1'") which has a 
non-deformabYe surface so that the strip is heated by 
contact of it^B external face Be with said support roller 
(1"') before, Muring and after application of the polymer 
composition P" ^o the internal face Bi of the strip. 

15. A method according to claim 14, characterized in 
that said support \oller (1'") is provided with a non- 
stick layer (9) 

16. A device for imAlementing the method according to 
any preceding claim ok coating a metal strip B having an 
"external" face Be to &e coated and an opposite 
"internal" face Bi, saiM device including: 

- means for applying a layer of polymer composition 
P to the external face oA the strip, including a support 
roller (1") provided withVieating means, and 

- means for feeding trie strip continuously and 
defining a feed path of theXstrip in said device, 

characterized in that; 

- said support roller (i") has a non-def ormable 
metal surface, and 

- said feed means feed thh strip over said support 
roller (1") with its internal f^e Bi held in contact 
with the surface of said roller t^fore, during and after 
application of said layer. 



17. A device according to claim 16,\ characterized in 
that it includes additional means f oA pre-heating the 
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strip B to beXcoated on the feed path of the strip and 
upstream of saVd support roller (1") . 
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A devices^ccording to either claim 16 or claim 11, 



characterized ihs^hat it includes additional means (6, 8) 
for post-heating tfte coated strip B on the feed path of 



re c< 

the strip and downstre 



of said support roller (1") 




19. A device according to anys^ne of claims 16 to 18, 
characterized in that said applic^ion means include an 
applicator roller (2") with a deforift^le surface bearing 
indirectly on said support roller ( 1 " )N;iirough the 
intermediary of said strip B so as to f orilK^rolling means 
in conjunction with said roller. 



20. A devi(3e according to claim 19, characterized in 
that said app^^icator roller (2") is provided with cooling 
means . 

21. A device ac(3Drding to claim 20, characterized in 
that said cooling r^eans cool the surface of said 
applicator roller (2<') directly. 



22. A device according to claim 21, characterized in 
that said cooling means Vnclude a metal skirt J fed in 
contact with said applica\pr roller (2") to cool it and 
means for cooling said meta^ skirt J. 



23. A device ac 
characterized in 




ng to any one of claims 16 to 22, 
said application means include 



means for extruding sa'^i^ composition P in the molten 
state. 

24. A device according to any^di^ of claims 16 to 23, 
characterized in that it includes nfe^ans for cooling the 
strip on the feed path of the strip an^^ downstream of 
said support roller (1") . 
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25, A aevice according to claim 24, characterized in 
that the \ooling means include a cooling roller (4, 4', 
4") with aNjietal surface. 



26. A device \according to claim 24, characterized in 
that the coolin>g means include water spraying and/or 
water quenching means. 



27. A device acccrr4ing to any preceding claim for 
coating the external f&si^^e of a metal strip B, 
characterized in that it fu^fei^er includes means for 
coating the internal face Bi. ^^^--^ 



28. "58^ device according to claim 27, characterized in 
that ttte means for coating the internal face Bi are on 
the feed\path of the strip and downstream of said support 
roller (l\ and include: 

^ for applying a layer of polymer composition 
P" to the internal face of the strip, including a metal 
support rolleX (1'") with a non-def ormable surface and 
provided with Ideating means, and 

- means fofv feeding the strip over said support 
roller (1"') withVts already coated external face Be 
held in contact wit\ the surface of said roller before, 
during and after app Vacation of said layer. 



29. A device according Vo claim 28, characterized in 
that said support roller\(l"') is provided with a 
non-stick layer (9) . 



30. A device^^cording to either claim 28 or claim 29, 
characterized iiNwiat it includes a pair of cooling 
rollers (4, 4") dowl:^tream of said support roller (1"') 
and the successive rcxKl^rs (4', 4") are disposed so that 
the coated faces Bi and B^e of the strip come alternately 
into direct contact with t^ rollers (4, 4") . 



